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From: Peter Hum [phum@dartaero.com] 

Sent: April 13, 2007 9:11 AM 

To: ‘Chris Provencal’: 'Jason Murdoch’; ‘Bill Beckett (Bill Beckett); cbell@dartaero.com, ‘Dale 
Trepanier'; 'Dan Stow (Dan Stow)’; ‘Eric Charbonneau’; ‘Jean Luc Menard’, ‘Kim Johnston 
(Kim Johnston)’; ‘Leanne Elsliger ‘Linda Lacelle (Linda Lacelle)'; ‘Marc Bellavance'; 
'Serge Shahbazian'; 'Susanne Sheldon (Susanne Sheldon) 

Subject: UNDER REVIEW D3535, D3537, D3564 WEARPLATES/WEARPADS 


Drawings D3535, D3537, and D3564 are UNDER REVIEW. All production of the 
wearplates/wearpads called up on the drawings should.be STOPPED. 


Enginearing has discovered a problem with the tabs not being wide enough when the 
gasket is installed underneath. 


1 will be providing Eric and JLM a small set of revised wearplates to perform a fit 
end function before they are released. 


Ttems in stock can be re-worked to fit in order to meet demand. 


Once the revised wearplates are okay for assembly, 1 will release an updated drawing. 
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From: David Shepherd [dshepherd@dartaero.com] 
Sent: April 12, 2007 4:55 PM 
To: ‘Peter Hum’ 


Cc: ‘Chris Provencal'; ‘Jason Murdoch’; 'L Lacelle'; 'S Shahbazian’; ‘Bill Beckett’; Jean-Luc Menard"; 
‘Eric Charbonneau' 


Subject: RE: stainless steel wearplate with gasket tab widening 


This is an acceptable deviation to me. 


However, the parts have to be cleaned up considerably from what | saw in the pictures (deburred and paint 
touched up). | 

It is my understanding that these tubes are going to a high profile customer (Air Log). 

It can't be done half-assed or look like it was made to fit, in my opinion. 


| can't understand why we are just finding out now that the flat pattern is 0.100" to 0.120" too narrow the day 
before we want to ship the parts. It seems to me this could have been tried with one small prototype piece on a 
couple sets of holes before we programmed and cut multiple parts on the waterjet. When | sign the drawings, | 
am assuming all of this stuff has been worked out. | would guess that the programmers are making the same 
assumption. 


We have done a lot of conversions to stainless steel wearplates on other STC's (350, 412 float, 135). Have 
we done fitups for all of these parts to ensure that they will fit properly with the gasket? 


Thanks, 
David 


From: Peter Hum [mailto:phum@dartaero.com] 
Sent: Thursday, April 12, 2007 2:30 PM 

To: 'David Shepherd" 

Cc: ‘Chris Provencal’; ‘Jason Murdoch’; 'L Lacelle' 

Subject: stainless steel wearplate with gasket tab widening 

pava gare Y yg yur 


We are trying to ship a 206L/407 float skidtube with stainless steel wearplates and the rubber gasket. Upon 
assembly we have found that the extra thickness the gasket gives, causes a diffcult fit for the wearplate. 


Jason opened the holes on the tab and the bolts not fit properly, to join the wearplates to the skidtube (see the 
attached pictures). We would have to open up all the wearplate tabs. 


Is this an acceptable deviation for this shipment? 


For future shipments the flat pattern will need to be updated. 


Thanks 
Peter 


17/04/2007 


